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1. The Moscow Stankolit Works (Moskovskl Zavod Stankollt), located at 20
Skladochneys ulitea, in the Dzerzhinsks Distriet of HMoscow, is controlled
by the lMinistry of Mechine Tool Construction of the USSR.

2. ‘The Savelovekays Reilway, Oktyabrskaya Railway, and Kalininskaya Railway,
whioh proceed ir different directione, are comparatively near the works.
A factory brench line runs fron the Kalininskaya Railwsy via Annenkovekaya
ul., paseing near the Borots and Stankolit Works.

3. The Stankolit Works was started in 1931 and commlebed in 1934, A% that
time, the works wae controlled by the Central Adninistration of Machine
Tool end Tool Industry of the Peoplefn Commigsariat of Heevy Industry of
the USSR, The works wes initially used a5 an iron foundry, producing iron
castings nainly for the machine tool construction industry (90 percent)
and for other branches of industry (5.5 to 10 percent). At the beginning
of 1947, conatruction of a Bessemer converter for steel was started. The
converter began working in the autumn of 1947.
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4. Iron eestings from Cupola furnaces. steel castings from the small Bessemer
converter, and modified pig-iron castings ere wroduced. The cestings include
wounts (stanina) for machine tools, bed plates (osmovaniye) for mounts, head-
stocks and tailstocks, capstans, machine tool fromes, apron bodles (korpus
fartuka), gear boxes, vlates cf various kinds, brackets, carriage hodies {koryus
supporta), reducer bodies {korpus reduktora), uzper 1ids, and meny small parts
such as levers, rings, brushes, and hinges,

5. The foundrieg are divided, according %o the sizes of castings they »roduce,
into large castings ghop. medium castings shop, and small castings shop.
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Hethods of Produetion

In 1947, the Zavge cestings shop began converting o the mechenized conveysr
system of production. The chenge was completed at the end of 1947. %hig
mothod of prodnotion elmost doubled the rroductive capacity of the shop.

The section for large castings produces castings by the conveyer system for
mounte for machine tools, bedplstes for mowats, headstocks, otc. This ecotion
oocupier premlpes about €0 meters leng and about 25 neters wide. which are
sdjacent. to and somewhat larger than the shop for the conveyer systenm pro-
duection of cores, iacluding the arca occupied by the drying ovene. 50X1-HUM

For molding upper snd lower casting boxes, the conveyer belt 1s equipped with
two tunbling machinss, sach with a lifting ocaprcity of about five tons. Cores
are produced by the conveyer helt mathod. They ere molded by reversibdle
tumbling machines V¥ 13 and VF 20. %Phese machines are produced by the Kraﬁsnsya

Presuya Works, Moascow, \
Tho molding mixture for the coren is fed from feed bians. The f£3lling
o' the molds takes piace at ons and of the conveyer frem buckets which movo

along 2 monoiail. The drying nlates move on overhead rails., Cores are taken
to tho drying ovens und from there bty roller conveyer to the assembly section
in the conveyer room. 50X1-HUM

After pagsing the cooling section of tho conveyer, the mold e taken to the
knocking-ont grids (vybivochnsya reshetka) for removal of the cores W a
prevmatic kmocking-out machine. Csetings, when removed from the molds, are
lowered into a hatch =md from there gent &o the trimming shop (obrubochny
tsokh), vhich is situated in %he lower prromises, for cleaning and trimuing.

Early in 1947, the works starsed converting to tho go-called "damp molding
{wyraya formovie) method, i.e., pouring moltem metal into damp molds for
producing larges machine tool castings.

The compressing of molding mixtures on large reversible shaking machines,

not hby meens of sand slingers. as formerly, hae been introduced into the
works. This has reduced the amount of labor required for the entire casting
process bty about 50 parcent. For instance, the time required to prepere a
mount by the new mothod (insluding molding, preparation of dores, assembling.
trimning, end olesning)} for the turning and threading lathe DIP 20 M has besn
reduced from 40 to 27 hours. The tinme roquired for the preparation of the hed
plate of the mount of the same lathe has been roduced from 80 %o 38 hours.
“his lathe is zess-produced om & large scale by the Krasany Prolstarii Machino
Fool Factory. The time required for casting the mount of the turret lathe

I 36, vhich io mess-prcduced on a large scale Ly the Ordghonikidze Factory,
Mogcow, has been reduced from 36 to 27 hours. The mouni for the universal
surface grinding muchine 372 AM, which ig mase-produced bty the MSZ Factory.l:’
Yoscow, now requires 25 hours instesd of 35. The castings for these threc
iathes sre mnde by the Stankelit Works. 50X1-HUM

In 1948, for the production of cares of large size, the works changed from
the use of cley miztures to the wec of gand mixtures, which posssas greater
mobility and make 3% possidle to employ Jjolt-ram machines for nolding cores.
For molding small and medinm-sized cores, the works possesens hand-operated
tunbling nachines, types 5-3 apd S-4, produced by the Kroensys Freanya

Factory, Hoscow. These msohines are covies | H

50X1-HUM

Cores are alse produced by ‘bha‘éand-blmt machine S-7, which is a comy of
the forelgn Deimler machine spd is menufactuved by the Kraemays Presaya
Factory. Other gand-blast machines of Soviet end foreign make are also used.

The molding wizture for facing is composed of burnt earth (gorelaya zemlya)
reccverad from broken up melds {3040 percent of total), Iyubertay sand

K 50/100 (35-40 percent), yellow sand from the Repinakl Guarry X/270 (10-15
percent), snd Coal af variocus kinds (12-15 percent). As a rule, sgo-called
¥forge copl" iz used. The rnolding mixhure used as.a filler is composed of
burng earth (about 92 vercens), large greined sand X 70/%0 from Imkhovitaky
Guerry (about 6 peveent), and ground clay from the Kudinovski Quarey (sbout
2 porecent).
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Ae a Tacing to prevent burning, the works employns 2 smearing substance o
peint compozed of molassen (55-50 percent) spd silver graphite (40-45
percent) (other substances containing talcum or chamotte are also used).

For core mixtures, the works uges sand from tho Lyubertsy Quarry, dextrin

or pitch paste, sulfite slops (barda), binders of verious kinde, and grovnd
fire-proof clay. Sulfite slops are obtained from the Erasnokamski Chemical
Factory and partly from the Balakhna Factory in liquid form, or in a solid
form designated BT. Peet pitch paste is obtained from the Redicinaki Factory,
Moscow Oblast. .

All large cores are covered with paint composed of black graphite {about
90 percent), molasses {about 8 percent), and linseed oil (about 2 percent).

The binderz used for core mixbures are designated UGV, LGB, 4GR, LGU. The
4CR binder 18 a sclution of castor oll and colaophony in Grozny white spirit.
The 4GB Dbinder iz & asolution of porpoise fat and colophony im Grozny white
epirit. The 4GU binder i3 s solution of cotton seed oil ard colophony in
Grosny white spirit.

FTor cementing susembled cores, the works formerly uaesd culfite lye dut in
1948 started to wse sulfits slops and 2 somewhet larger quantity of clay and
water. Tho joinls between the cores are pmcked with a composition of black
graphite, Iyuborisy sand, yellow Ropinski zand, dextrin, amd clay, and after-
wvards ars peinted.

Actual Outmus

the O0X1-HUM

figures given beolow ars considered to be approximately correct:

1947 ougput wag 22,000-24,000 Sons of pig-izon castings
1948 probadly exceeded 30,000 tons of pig-iron castings
1949 8 oxcoeded that of 1948

The increased output is the result of mechanization, employment of the con~ 50X1-HUM
@or system, and improvesent in organization. | | B
5

assepsing the gquantity of mechine tool castings produced; as, in the case
eome machine tools, Stankolit produces nearly all the castings and, in
other casee, only the large or special castings. In the course of e year, 50X1-HUM
the Stanlolit Works produced castings for 2,000 DIP 20 M machine tools for
the Erssny Proletarii Factory; and in the course of two years oastings for
3,000 I 36 machine tools for the Ordzhonikidze Factory. Two thoussnd swo
hundred tone of castings (mounte, gear dox bodies, frames, aprons, boxos,
etc) were required for 2,000 DIP 20 M machine tools. Five percent of spare
castings are produced to replace rejects. In 1948, the Stankolit Works
produced 2,800 tone of castings for 1,000 type 137 machine tools manufactured
by the Ordzhonilkidze Factory. Orders for this machine tool have now stopped.
A great neny castings ere aleo delivered to tho Moscow Internal Grinding 50X1-HUM
Machine Factory; but, geperally epesiking, the orders are smaller then for
those of the two previously mentioned factorios. | |
in 1947 the Stanitolit Works prodwced castings for at leact 10,000 machine
tools.

The output of caetings has increased considerably in 1949. More precise

oastings, which require logs time to machine at consumer factories, are now

being produced. The casting for a mount of & DIP 20 M machine formerly 50X1-HUM
weighed shout 700 kzs after having deen clssred and trimned: under present
conditions, 1% woighs sbout 600 kga. | rejections in

the small ceetinge shop reachied 10 percent in 1947, which was considered
satisfactory. '

SagHET /CONTROL-US OFFICIALS ONLY

COFEDLITIAL

Declassified in Part - Sanitized Copy Approved for Release 2012/01/18 : CIA-RDP82-00457R004000480001-8



V4 . M LT T ET T P DY v an
Declassified in Part - Sanitized Copy Approved for Release 2012/01/18 : CIA-RDP82-00457R0040004800051£(1 HUM
- N . 7/ - -

CENTRAL INTELLIGENCE AGHNCY
. L3 a -

Source of BRay Material

23. Material for molding mixtures and Gore mixtures are received from the
following:

a. Molding send X 50/100 from Lyubertsy Quarry (Lyubertay Station,
Hoscow Oblast) and from Imkhovitey Quarry (Lukhovitay Stetion,
Moscow Oblast)a

b. Molding sand P 50/100 from Iyuberiey Quarry.

¢. Sapd Marks P 2007270 and ZE 200/270 from Repinski Querry (Kolomma
Station, Moscow Oblast).

d. Clay from Kudinovski Quarry, Moscow Oblast, and Suvorovski Quarry,

Tula Oblast.
fexsonnel
2K, Director A. F. Byabtaev
Chief Bngineer P. F. Kuleshey
Ckief Metallurgist 5. A. Skomorokhov
Deputy Ohief Motallurgist Engincer-Technologlst A. Ya. Volynski
Production Chief Engineer Balthan
Chief of the Leboratory n Kloetakin
Chief of the Largo Castings
Shop » Mikhailov
Chiof of the First Foundry
Shop for Small Parts # .Abaghkin
Chief of the Core Shop n Volkova
Secretery of the Works Party
Orgenization V. ¥. Dodukin
Presldent of tho Works Party Committce V. V. Mgkaror
Epgineer-Technologist ¥. I. Mozgovol
n " Bikhan
" L Shtein
Enginaer 1. A. Onufrev (Omufriyev?)
# Ogtakhov

25. a. FEpgineer Mikhailov organized the convayer line for large castings, which
has glven very good rezults.

Y. Engineer-Technologiat N. I. Mozgovoi congtructed a small Bessemer con-

: verter for steel castings, which made it possible to produce steel
of very good quality with small content of gases and great mechanical
strengsh by blowing pure oxygen through pig-iron in the econverter,
This gteel is used in the producticn of castings of complicated shape
whioh were ugually produced from electric steel. Mozgovol is a
specialist on steel castings end has contributed several articles to
scientific Jjournals.

c. Dnginesr Abeshkin introdunced the smaller conveyer line which is used
in conjunction with gome of the praducta.

26. The core shop employs over 100 women. ‘ 50X1-HUM
member of personnel | are about 3,000.
Most of the percvonnel live in the vicinity of the works and mbout 2 third
live of Puiyreki Emtor, which ig situated about 1.5 km from the works.
Several throe-storis” buildings for pergonnel of the works ars being
bullt at Butyeeki Etor.

27, Work is earried on in three shifts but not in accordence vith the Pparallel
gyetem”, in vhich each shift carries out approximately identical work. The
night shift, which works from midnight o 0800 hours, carries out preparatory
woTk but does not £i11 the molds with molten metal. The day shil%, which worlks
from 0800 to 1600 hours, fills the molds in addition to doing other work. The
svening shift works from 1600 hours to midnight.
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Degtinntion of Praduétg

28. Castings are delivered chiefly to Mosccw machine tool factories. The chief
customor i the XKreeny Proletarii Pactory., followed by the Moscow Ordzhonikidze
Pactory, Moecow Interansl Grindinz Machine Factory, Mozcow Orinding Machine
Factory. A comparatively small number of cmstings are sent to the Dmitrov
Milling HMachine Factory. Serpukhov Machine Tool Factory. Yegorevek Machine
Tool Fectory, end 4o enterprises of other industries.

23. Orders are et present heing executed for tubes for the Moscow Underground
Rellway end for the Staliagrad Tractor Yorke.

50X1-HUM
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